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This invention relates to a new method of making 
rubber gloves and like articles. 

The term "rubber" is used in a broad sense so as 
to include rubberlike material as well as natural 
rubber, it being understood that the plastic material 
employed is of a character to be formed in an 
uncured state and thereafter cured or set by the 
application of heat. 

One of the objects of the invention is to provide 
a process for the manufacture of rubber gloves and 
like articles, by which the production of the articles 
is facilitated in comparison to previous processes 
and the output considerably increased. 

Another object is to provide a process which is 
very simple, and which can be carried out readily 
by relatively unskilled operators while on the other 
hand the tools or apparatus used are of a simple, 
inexpensive character. 

To these and other ends, the invention consists 
in the novel features and steps to be hereinafter 
described and finally pointed out in the claims. 
In the accompanying drawings: 
Figure 1 shows a textile liner applied to a form, 
the liner and form being partly broken away; 

Figures 2 and 3 show steps in the application 
of a rubber covering to the liner so that it is con- 
formed to the liner and adhesively connected to it; 

Figures 4 and 4 A are respectively sections on lines 
4—4 and 4 A — 4 A of Figure .3; 

Figure 5 is a sectional view illustrating a step 
in the trimming of the rubber article; 

Figure 6 is a partial plan view, showing the 
rubber blank lying within the lower cutting die 
of Figure 5; 

Figures 7, 8, and 9 are views showing later steps 
in the process; and 

Figure 10 is an edge view of the form partially 
shown in Figure 9. 

In the drawings, I have illustrated the new 
process as being carried out in the production of 
a heavy rubber glove, in other words a glove of 
*ne character of a work glove which is rugged 
and durable and which has a loose fit upon the 
nand. In this particular case also, I have shown 
a glove which is, to an extent, of the mitten type, 
inasmuch as three of the fingers of the hand are 
accommodated in a common stall, the other finger 
an^*u th l index finger ' havin S its separate stall 

evirfi^u Umb also having a stalJ - » will be 
evident, however, that,^without change of the prin- 
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ciples of the new method of manufacture, gloves 
of other types may be made. 

In general, the new process involves the employ- 
ment of a pervious liner of soft material which mav 
advantageously be a textile material. This liner 
has the approximate shape of the glove or lik<- 
article which is to be made; and to this liner is 
applied a covering of plastic material which is 
conformed to the liner by exhaustion of air from 
the blank by the employment of suction The 
uncured plastic envelope, enclosing "the liner is 
usually constituted by two or more sheets' of 
uncured stock, for example rubber stock suitablv 
compounded or a stock of suitably compounded 
rubberlike material. The sheets of uncured material 
are adhesively interconnected at their edges or 
margins in such a manner as to form a complete 
enclosure for the liner. The next step is to with- 
draw the air from the interior of the blank in order 
that the air in passing inwardly through the inter- 
stices of the liner wall may conform the plastic 
to the liner. After this step, the liner is trimmed 
m a manner hereinafter described, the blank bein* 
opened at the wrist portion, and various finishing 
steps are carried out, one step being that of curing 
or vulcanizing the plastic material. 

In Figure 1 there is shown a textile liner 20 
which may be constructed of fairly heavy stocki- 
nette for example, the liner having a relatively firm 
and roughened or striated outer surface 21 and i 
smooth soft inner surface 22- This liner has a stall 
23 for the index finger and a stall 24 to receive the 
second, third, and fourth fingers, and it is open at 
the wrist as shown at 25. It is preferably made of 
two pieces of cloth joined together along the margin 
of the liner by a seam, the seam being disposed 
at the inner surface so as to project in an inward 
direction, as indicated at 26- 

The liner 20 is placed upon a flat form 27 the 
same lying in a single plane and corresponding in 
shape very closely to the inner shape of the liner 
into which it is adapted to be inserted with a fairly 
S ? u g i I', ThG . f0rm may adv antageously be made 
of bakehte or similar thermosetting plastic material 
and it may advantageously be about one-half 
inch thick, although I do not limit myself to any 
particular dimensions. The form has a straight 
edge 28 at the wrist portion and its length is pre- 
edge 28 at the wrist portion and its length is pref- 
erably slightly less than that of the liner, as shown 
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^V^SSsrjs; «?° form is 

with a continuous roov 2 ° e n H V ''' S ' T" 0 " 28 
sides of the form and XnV.L lend . ,ng alon * the 
23 and 24. this eioovr Zr "Y"' 8 " 1 of thc stal >s 
gular cross section and o 8 prcf f raW * °' rectan- 
it the seam porUon 2 B of tho'r ° ' eCCiVC Within 
when the lineris LnL^ hc (1 lmer »" order that 
closely against Z, ' w ? thc r ° , m il m ^ He 
(which is curved t r o P °' tion of the f °'™ 

4) without any "1 f C °' ' r Sh ° W " in Fi « u,c 
by the provision of The :e am ° JeCt,0n bC '" ng Caused 

material such P as compound^ LZT^ P, l Stic 
being ln turn supported upon 'the too V. Sh< T 
table or the like. In Figure \ ,L , 3 ot a work 
partially shown, and usu" Uv .h t ^ 30 is on ^ 
cient area to be folded "ve - to cfc.Te I' °' SUffi - 
upper plies between which tho £ • ° Wer and 
Figure 3 shows the sheet 5 « T ' S recoivc d- 
having a lower ply i'- 3 " as ^P'ctc, the same 

upon the upper^ e'^/Xrrher 6 
received and there bein* ™ he form 's 

over against the uppe" s .?rf PPCr , P ' y 33 foldcd 
covered form It ho 1 ° f thc ,extile - 

moreover, that the rubber shew' "'T FigUre * 
that, when folded in tho , B ° f SUch a size 
extends laterally b eyon d ho f ne '' desc 'ibed, it 
Before the sheet 3u is foSed T °" dl «*tions. 
shown in Figure <?./„, . ovcr 1,1 tne manner 
as rubber cemenf'cwh" h V"^? V-"?™ SUCh 
a certain amount 0 f n lh, y d , es,rcd con,ai " 
softening agent) applied TiuZ 7 S ° lvent or 
which the form wmie phc Sl "', ' 1CeS against 
faces which extend l!S ? C " as the *™- 
Thus, when the shee Tai^ ' " t , bCVOnfI ,he 'orm. 
in Figure a tho nlll- 7 the Position shown 

j^wSiiSKr" bc manip,; - 

interconnect adhesive! T?L ° h ''' ma «mei- as to 
.tending all ttoZ^^"^ POrUon " 
manner a plastic envelono ic r f ? rm - In th 's 
Pletely encloses the X m„ 'V° ,mcd w »ich com- 
leakage of air at any poin? in Tho"" 0 '" '° P '" event 
blank. The manner in which tho « ™ l ' e ! n 0t the 
of the blank are joined Tu^ P ° rtions 
form a fin or flange is well .? stage ' ,0 

and 4\ s * s we " shown in Figures 4 

The next step is to exlm^t th 
interior of the blank and f , h ° n "' from th e 
_suction needle 34 St V S |M,rpose a holI °w 
-nected to a rubber tuR^ii nY"" 0 bCi " g co "" 
tion with a suction pu^p 'J 0 communica- 
34 is preferably thrust thronlh ,, \ Thc nccd,e 
the location shown in F g U ° c f 3 \ a > nk ,™ n in 
Piercing one of the uncurori ,•?;> • 4 ' ,nc sam c 

adjacent the open e „ d of th. ^ °'.'-, Wa " s al a point 
then sucked out of tL w Ik t°h ^ Air is 
tube 3 5 and this is continued fo, ™" gh the rubber 
for the purpose of confoE tZ * °" C minute ' 

closely ^e?^K C B Vn h or?„ b e b r ™» £ 

sheet portions is £aw n %oSh| the -? bber 0f thc 
36^ between the finger s £ i, * J' Uo the s P a ce 
the glove had more fin ge^ ' ,1s th, ° f C ° UrSe if 
illustrated there would £ « • . 1 ,n thc cn «e 
''"^t r f b " ; wolld °be C dr ^ SP3C « 
3 a A nd e 4 tLTeSe^l ^ SteP Sh °^ in F ^-es 
opening through whicn h i.T 0 ^- and the sma » 
suitable manner a s hv 1, • USt 18 C,0scd in a "y 
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material in order that the partial 
maintained. The blank is feft L Ik""" 1 may be 
that is to say upon the form or a " t a 'h, C ° ndiU ° n ' 
say several hours, in order •that the n » ? ■ * ' ntervaI ' 
may closely conform to the Lt ^a^H ' C ,T el ° Pe 

ssr2n» give ihe d ~ar S h?pV^ h ° e 

bla^w^lfaTa-S ^ ^ 

the needle is adjacent and ^l^ i . 6 lnner end °f 
quite directly wkh the hp P f <0 com municate 
and thus the space Sside of tho'r ^ ° f th& liner 
occupied by the planar fori can bf W ^ Ch 15 " 0t 
air, the air being sucked through th exhausted of 
in a manner to pull or draw^hf , th t Perv,ous liner 
the latter so tha't it inform fthe' III T WaU ^ 

^S£^*^Tl - f. and 

marginal porUons the P ro J e cting 

Figure^is Sced in a suitiw a ' 36' in 

at 37 in 'Figure?^ ^ and ^^ n b J e a dle suc " « indicated 
die 38 as indicated at 37 in ^™° Per ^ ng UPPer 
co-operating upper die 38 T S thZ 5 a " d 6 ' and a 
the position shLn in 3 Fi g l h e e no7 ed h dOWn im ° 
of trimming the marginaf portfo^ of LVl* 
The die member 37 mav h« = a the bla nk. 

ported on the tablo f„Tf u \ fixed member sup- 
a "d the die member Tgmarbe S ' SU " able press - 
member of such a press adaoted S H UPPer movable 
wardly to co-oper^e with - u m ° Ved down - 
the blank byTuU^S toTfilS^ Mm ™* 
fin of rubber. In the form c£ lat< * a]1 > Projecting 
37 has a cavity w !T ? Wn ' the die member 
lower half of f he 3 blank '"1 approxima tely the 
blank, there being b?ve?,2 kn^™^ 8 t0 the 
mediately adjacent the cav ty wh S « gC - 40 im " 
body portion of the blank thl W « rec eives the 
jecting upwardly from th^unnor 5?^ CdgC 40 pr °- 
member. To co-o P e?ate wifh tV'v 4 J ° f the die 
the upper die member 3I has a ™ edge 40 ' 

surrounding the cavi[y 4^ j «* a f ^ arg,nal hutment , 
abutment being indicated t « InH h PP6r die > said i 
lower face 44 with which tL I , haVlng a P lana ' ^ 
to co-operate In Figure S ?he * edge iS adapted ? 
members are shown as rt PPCr and lower dj c 
upper member beTri in the ^T" the blank > the 
brought against the knife eX to " Wh , iCh " is ■' 
severing of the fin or fl",„t . ° com Plete the 
blank, and it will The no S ifLt'ttT^ ar ° Und the { 
is so located that the fin o n lne of sev erance 
completely removed J" t ^" ge is s "bstantiallv | 
r, a curved side v^lT, . ,eave th e blank with 1 

lateral projection. substantla "y devoid of any I 

It will be understood that the knifo ^ 
its co-operating part 43 f k " lfe , edge « and 

the margin of The blank ! nf , ^ completely around 
blank, the latter will L ?- ^ trim ming the 
end in a straight ne aTZ^v ^ its wrist 
this end, the effect of ujL ,t hnCr is °P en at 
of the knife in close proxfmifv to tf^" 8 eflfect 
of the form (which is th« T ,^ 0 the end fa ce 28 
is to cut throS the Droieo" ' 0n , that takes P ,a ce' 
and, in some cfses o„e ayers of rubber 

material adjacent the lower end of ItiV ° f textile 
3) and thereby open the Wa nk a/Sf' 0 ™. (Plgure 
Uie s same time that it is cut ? r i^JSTaS 

b,ank in £ ^guTeflhS 
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strip extending along the sides of the glove and 
along the margins of the finger stalls. The form 
27 may then be pulled out of the blank through 
the open end of the latter, this open end being 
indicated at 46 in Figure 7- Thereafter, a hole 47 5 
is cut through one of the side walls of the blank, 
depending upon whether the glove is to be a right- 
hand glove or a left-hand glove, the opening in 
question beink used in connection with a thumb 
stall 48 such as shown in Figure 8- In the case W 
shown, the glove to be constructed is a right-hand 
glove and the opening 47 is located to receive the 
thumb of the right hand. After the opening 47 
has been cut in the blank, the thumb stall 48 is 
applied to the blank over the opening and secured to 15 
the blank body in a suitable manner. The thumb 
stall 48 will have an outer layer of sheet rubber, 
said layer being formed up and finished in a suit- 
able manner and being provided with an adhesively 
applied textile lining similar to the previously des- 20 
cribed lining on the glove body. In the case 
illustrated, the thumb stall is adhesively connected 
to the body by the use of a suitable cement, a 
connecting strip 49 of rubber or other suitable plas- 
tic material being applied around the proximal 20 
end of the stall so as to adhere to the body and to 
the stall. 

The glove may or may not have a gauntlet. In 
the case illustrated, the glove has a gauntlet of 
which a portion is illustrated at 50 in Figure 9, 30 
there being a finishing strip 51 of rubber or other 
suitable plastic material applied around the glove 
body at its lower margin where it joins the gaunt- 
let. After applciation of the gauntlet, if the glove 
is of that type, a planar form such as shown at 52 0 
in Figure 9 is introduced into the glove. This form 

52 can advantageously be made of wood or like 
material, and in order to expedite its insertion 
into the glove it may advantageously be made in 4(J 
two sections 53, 54, these sections having between 
their" meeting edges (arranged longitudinally of trie 
form) a tongue-and-groove joint 55 which assists 

in holding one section in place relatively to the 
other. It will be understood that the form 52 is 45 
simply a flat member of some thickness, having 
rounded side edges 56 and adapted to conform to 
and support the §lovc at the interior. It is also 
understood, of course, that the section 54 of the 
form has a part entering and conforming to the 5 q 
smaller finger stall 57 of the glove, while section 

53 has a portion entering the finger stall 58- The 
thumb stall 48 is so constructed and applied to 
the glove body that ~it normally extends over the 
palm side of the glove body obliquely, lying in 55 
close proximity to the glove body and in a plane 
substantially parallel to its plane. 

In vulcanizing the glove or setting it by heat, the 
preferred practice is to suspend the form 52 from 
the wrist end in a suitable rack or the like while (jo 
the glove is subjected to the action of heated air. 
While this is advantageous, the thermosetting or 
vulcanizing step can, however, be carried out in 
other ways. In some cases it will not be necessary 
to support the article upon a form at this stage, (;-, 
but the use of a sectional planar form is preferred. 

By the new process herein described, the manu- 
facture of rubber gloves and other articles having 
one or more projecting finger portions is speeded up 
to a notable degree and the output of the factory 70 
can be increased to a considerable extent. The 
procedure is relatively simple and it can be carried 
out readily by relatively unskilled operators. The 
rubber or other plastic material is very strongly 
bonded to the textile liner, and the glove can be 75 
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readily provided with an external surface which is 
neat and devoid of unsightly projections. The 
bonding of the rubber with the cloth or the like 
can also be effected very quickly and, in fact, the 
entire operation of manufacturing the glove occupies 
a relatively short period. 

As above indicated, the process can be used in the 
manufacture of gloves differing in various respects 
from the one herein particularly described by way 
of an example. 

Various changes in the procedure can be adopted 
without departing from the principles of the inven- 
tion or the scope of the claims. 

Having regard to the foregoing disclosure, the 
patent of which this specification forms part con- 
fers, subject to the conditions prescrbied in The 
Patent Act, 1935, the exclusive right, privilege, and 
liberty of making, constructing, using, and vending 
to others to be used, the invention as defined in 
claims submitted by the patentee as follows: 

1. The method of making a hollow rubber article, 
which comprises providing a hollow textile liner, 
introducing into the liner a relatively rigid form, 
applying over the form sheets of uncured rubber 
and interconnecting said sheets to enclose the 
liner in an airtight manner, exhausting the air from 
the interior of the blank so as to conform the 
uncured rubber to the liner, and then curing. 

2. The method of making a hollow rubber article 
which has a projecting finger portion and which is 
open at one end, said method comprising providing 
a hollow textile liner having a projecting .finger 
portion and open at one end, introducing into the 
liner through its open end for supporting the same 
a substantially planar form, applying over the form 
a layer of uncured rubber so as to enclose the liner 
and form in an airtight manner, exhausting the air 
from the interior of the blank so as to conform the 
uncured rubber to the liner,, and .then curing. 

". 3. The method of making a rubber article, which 
comprises providing a pervious hollow liner having 
projecting finger portions and open at one end, 
introducing through the open end of said liner a 
supporting form, applying over the form -supported 
liner a covering layer of uncured rubber which 
encloses the liner in an airtight manner, exhausting 
the air from the interior of the blank so as to 
draw the uncured rubber into the space between 
the finger portions, opening up the blank adjacent 
the open end of the liner, and curing. 

4. The method of making-a plastic-covered article, 
which comprises providing -a hollow pervious liner 
having projecting finger portions and open at one 
end, introducing through the open end of the 
liner a form which supports the finger portions 
thereof, applying over the liner a covering layer 
of uncured plastic material made up of intercon- 
nected sheets which incloses the liner in an airtight 
manner, exhausting the air from the interior of 
the blank to conform the plastic material to the 
liner between the finger portions of the latter, 
opening up the blank adjacent the open end of 
the liner, and curing. 

5. The method of making a plastic-covered article, 
which comprises providing a pervious hollow liner 
having projecting finger portions and an open end. 
introducing through the open end of the liner a 
form which supports the finger portions of the 
liner, applying over the liner a covering layer 
which encloses the liner in an airtight manner awl 
which comprises sheets interconnected adjacent the 
margin of the liner and projecting laterally from 
the liner, exhausting the air from the interior of 



the blank to conform the plastic material to the 
liner, and trimming the blank and opening it up 
adjacent the open end of the liner by subjecting 
the blank to the action of a cutting die. 

6. The method of making a rubber glove, which 5 
comprises providing a textile hollow liner having 
projecting finger portions and open at the wrist 
end, applying over the liner a rubber layer of 
uncured sheet rubber which encloses the liner in 

an airtight manner, exhausting the air from the 10 
interior of the blank to conform the rubber to the 
liner, opening up the blank adjacent the wrist end 
of the liner, applying a thumb stall to the body 
of the blank, and curing. 

7. The method of making a. rubber article, which 15 
comprises providing a textile hollow liner having 
projecting finger portions and open at one end, said 
liner comprising sheets interconnected at the margin 

of the liner by a seam disposed adjacent the inner 
surface of the liner, inserting into *the liner through 20 
the open end a form having a marginal groove 
which receives said seam, applying over the liner 
and form a rubber layer of uncured sheet rubber 
which encloses the liner in an airtight manner, 
exhausting the air from the interior of the blank 25 
to conform the rubber to the liner, opening up 
the blank adjacent the open end of the liner, and 
curing. 

8. The method of making a rubber article, which 
comprises providing a pervious hollow liner having 30 
projecting finger portions and open at one end, 
applying over the article a layer of uncured sheet 
rubber which encloses the liner in an airtight man- 
ner, exhausting the air from the interior of the 
blank to conform the rubber to the article, trim- 35 
ming the blank at its marginal portion by a cutting 
operation which concurrently opens the blank 
adjacent the open end of the liner, and curing. 

9. The method of making a hollow rubber article, 40 
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which comprises providing a hollow textile liner 
open at one end, inserting into the liner by way of 
its open end a relatively rigid form, applying over 
the liner and form sheets of uncured rubber and 
interconnecting said sheets to enclose the liner and 
form in an airtight manner, and exhausting the air 
from the. space within the liner through an opening 
formed through the rubber wall in order to conform 
the rubber to the liner. 

10. The method of making articles of rubber, 
which comprises providing a rigid form, applying 
over the form in generally enclosing relation 
sheets of uncured rubber, interconnecting said 
sheets adhesively to create a rubber blank wholly 
enclosing the form, sucking the air out of the blank 
to thereby draw the rubber wall in the direction 
of the outer surface of the form for shaping it! 
and then opening up the blank and stripping it off 
of the form, 

11. The method of making articles of rubber, 
which comprises providing a rigid form, applying 
over the form in generally enclosing relation sheets 
of uncured rubber with a flexible pervious liner 
intervening, interconnecting said sheets adhesively 
to create a blank wholly enclosing the form, sucking 
the air out of the blank to thereby draw the 
rubber wall against the liner supported by the form 
and thereby shape the rubber wall, and then open- 
ing up the blank and stripping it off of the form. 

RIDOUT & MAYBEE, 
80 King St. West, 
Toronto, Ont., 
Patent Agent 
of the Applicant. 
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